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Abstract — According to the  multidmensional 
economic crisis  that impact  on  increasing  
drug  prices,  especially prices of patented  
drugs /  trademark, these  condition  affect  to  
the  failure in fulfill  of public  health  due  to  
decreasing  of   purchase  power. To cope these 
conditions required participation of the 
pharmaceutical industry   especially in   the 
manufacture   to develop   and   socialize 
affordable drugs by all segments of civil society. 
This project aims to reduce the unit cost of 
products and that will directly affect the COGS 
product. Performed incrementally by selecting  
several  products  that  provide  the  main  value  
of PT. AAA. To analyze the causes and solutions  
to the problem, Six Sigma framework (DMAIC)  
was used  which combined with the concept of 
Lean Manufacturing to eliminate non-value 
added processes called ―Lean Six Sigma". 
Lean Six Sigma is a methodology for 
improvement which can be used for all 
processes with the aim to achieve better 
conditions, faster, cheaper, and safer. Three 
products selected as pilot project for 
improvement of products. As-is condition 
indicates the number of waste were identified 
that affect the efficiency of the line process. The 
target of this improvement is to eliminate waste 
and improve line efficiency. From the results of 
root caused analysis, can  implemented general 
and   specific   solutions   for   the   three   
products.   In   this   case, implementing 5S, 
work standardization, escalation system, 
autonomous maintenance, and vision 
performance system   become the solutions. All 
solutions are implemented aimed to improve line 
efficiency and reduce man hours that could 
affect the cost reduction. Saving from this 
project in a year is IDR 226 million. 
 
Keywords:   Unit   Cost,   Lean   Six   Sigma,   
Six   Sigma,   Lean Manufacturing, DMAIC 
 
I. INTRODUCTION 
 
Multidimensional economic crisis impact on 
increasing  drug prices,   especially prices of 
patented drugs / trademark, these  condition  
affect  to   the   failure  in fulfill of public  health  
due  to  decreasing  of purchase  power. To cope   
these  condition  required  participation 
participation of the pharmaceutical industry 
especially in the manufacture to develop and 
socialize affordable drugs by all segments of 
civil society. 
 
Additional  with  the  global  crisis  in  America  
and Europe which happen later, there was 
increase in pressure of the pharmaceutical  
industry  competition  that PT. AAA faces the 
challenge of making quality products at 
affordable prices. 
 
PT. AAA founded on Jl. Sukabumi 61 Bandung 
on January 5th, 1971. At first PT. AAA is only 
the home industry that produces drugs in  the  
simple form of syrup, capsules, tablets and 
ointments. In developing its business in 1977, 
PT. AAA expanding factory production sites. 
On July 27th, 1981, the plant division of PT. 
AAA moved to Jl. Simpang Raya 383 
Padalarang. While its  head office itself still 
remains on Jl. Sukabumi 61 Bandung. And right 
now, the head office are placed in Office 8 
Senopati, Jakarta. For the next 4 years, Plant 
Division PT. AAA will develop  the  factory  
into  a  profit  center  to  strengthen  the system 
and utilization of plant and maintain the 
international quality   standard   certification   in   
order   to   attract   other companies to leverage 
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